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Work с Order ID 90074 *onnz4* Page 1 
September-13- A 12: 59: 53 PM. 
Item ID: D3391 -023 E *N onnnan 4 no* Setup Start *N S 1 * 
Revision ID: ш 
Item Name: Мі Tube Assembly Stop * N Q )* 
| Start Date: — 9/13/12. аге Qty: 1.00 *4* ; Cust Item ID: 
j Required Date: 10/05/12 Req'd Qty: 1.00 *4 * : Customer: 
Reference: 7 
T 
"Rad. e Rip Pa o p Na aptam PNE: NES E š d vic CERAM ДАНЫ ue Run Start Ж * 
| Affbrovals Process Plan: ULT Date: Io uU Tooling: _____ Date ______ М R 1 
Sto 
QC: _ рае SPC (Y/N): e" Date: 1 P *N Б 2* 
Sequence ID/ | ^ Operation p vae cis Г — Set Up/.- |. ToolID Tool Plan Accept | Reject ` Reject 'Insp. 
Work Center ID Description , Run Hours ` | Code Qty Qty Number Stamp 
Revision Nbr 
I ` 
0.00 5 ик Ес ; id 
* 4 nn* Skidtubes 
: iot 0.00 a жс WE UT 


ER Áo а 
"iSkidtubes dà 


Memo dpt 
"Cut tube to finish length as per Dwg D3391 


XS«Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only ! fwd 
saddle hole on one side only as per Dwg D3391 


»3»Open saddles and GHW holes to 00.375" exept for fud saddle hole of detail 
пун 


< Remove .030" from Fwd indexing Ridge as рег Dwg 03391 
"Remove indexing ridge on Fwd & Aft end of skidtube as per Омр 123391 
“решт 
“Drill #30 pilot holes using wearplate Jig 078217 Identify 00.250" holes with 
paint marker, 


***DO NOT DRILL HOLES 43-19-20 FROM FWD END OF ЛС 


“реп wearplate holes of D3391-023 assembly detail section G-G іо 00.250" 
(10 holes) as per Dwg D3391 


“реп wearplate holes of D3391-023 assembly detail section H-H to 
00.297" (20 holes) as per Dwg 03391 
***DO NOT OPEN 2 MOST FWD WEARPLATE HOLES*** 


ы X. 
Work Order ID 90074 - *onn74* Page 2 
š; Sepfember-13- a 12: 59: 33 РМ 
ai up E Токтой ыры. FE A MP м uude cedri Miis abor aeta i ua pln Tov CAEN RA ee XU PRATER Gg uM ER ORCI тыр S S iun о iun] e SV Mo CUPIS SEQ TUN NEAN SPI y OE CRANE i a 
E Нет: 1р: 03391 -023 Асер *Nonnn4n4 nn* Setup Start *NQS 1 * 
f “ Revision ID: | ^ 
Б g СУН 2 Sto 
* Item Name: Mid Tube Assembly Pow N S 2* 
| . Start Date: 9/13/12 Start Qty: 1.00 *4* `Cust Item ID: 
| Required Date: 10/05/12 Req'd Qty: 1.00 *4* Customer: : 
Réference: 
No seem DE ER Sp Ба aac adipe Run Start Xx х 
)provals: Process Plan: ___ Date: | . | .— Tooling: D PNE Date: . | — —— N R 1 
i Sto 
QC: _ Date SPC (Y/N): Date: n P + N R ? * 
‚ Sequence ID I Operation i Set Up i Tool ID Tool# Plan Accept Reject Reject Insp. 
"Work Center ID Description Вип Hours Code Qty Qty Number Stamp 
Ti*Open .375" holes to .438" ***do not open fwd saddle holes*** 
"If»Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 
| Tov Transfer drill one fwd saddle hole only to .188" dia, transfer drill ali 
| v remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
| dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 
tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 
FER Using DT8217, locating from two previusly drilled holes, drill remaining 
wearplate holes into D3391-021. т 
cw БЕЗ осайпр from two fwd wearplate holes in D3391-023 drill remaining 6 | E _ 


wearplte holes in D3391-021 using DT8937 
T*.Open 12 wearplate holes in D3391-021 to 0.297" dia. 
*Fé-Deburr and blow out all chips from inside tube, scribe batch # in D3391-023 


at aft end. 


ОС5- Inspect part completeness to step on W/O 0.00 


es J Хә» ы sss ° 


Memo 


Work Order ID 9007 *0007 A* Page 3 
К September-13-12 12:59:53 PM 5 P 
Item ID: D3391-023 Accept *NOnnnAQ100* "о sen *NIS4* i 
Revision ID: i 3 | 
Item Name: Mid Tube Assembly Stop ж N S 2 * 
Start Date: 9/13/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 10/05/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
I == згасала Ж i RE че u Run Start д * Ë | 
| ‚Approvals: Process Plan: — _— ç Date Tooling: Le Date: " N R 1 | 
] ` Sto ; 
QC: И Date SPC (Y/N): Date: A P x N R ? * | 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. - 
Work Center ID Description Run Hours Code Qty Oty Number Stamp | 
120 Chemical Conversion Coat per QSI005 4.1 0.00 
*19n* i 26 Za. 
_HandFinish Memo 0.00 S 
| Hand Finishing 
QC7-Inspect Chemical Conversion Coat 0.00 
Memo 0.00 . SM) ыо: 2 —— 


ad 


D3391 -023 Асер! *мапппдп1 nn* Setup Start *NS14 * 
, Revision ID: z 
i ` ет Name: Mid Tube Assembly Stop Ж N S 2 * 
Start Date: 9/13/12 Start Qty: 1.00 * 41 Cust Item ID: 
`Required Date: 10/05/12 Req'd Qty: 1.00 *4 * Customer: 
васак 
d B = = T ў C 7 PN V LL E Yr Run Start X * 
* — fApprovals: Process Plan: _ Date: | 1 Tooling: EN Date: _ D N R 1 
Stop 
: D PC (Y/N): * * 
QC: _ "s ate: 1 1 SPC(Y/N) И Date , N R 2 
Sequence ID/ Operation т i Set Up/ Š ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
* 4 An* Skidtubes 
TSkidtubes Memo 0.00 °. m š 
і :Skidtubes 1-Open float bag holes as per dwg eJ 
E 2-C'sink float bag holes as per dwg а еу 
3- Prepare tube for welding \ X- \ б mE Qo. 
4-Bond web in place as per Dwg D3391 & QSI 015. 
Adhere for 12 hours) 
A/R Sikaflex exp: 22 СХЗ a 
batch#: 
: B NOTE: ENSURE WEB IS INSERTED IN AFT END OF TUBE 
ы C5- Inspect part compl to step on W/O 0.00 
i 2 Q Bod part completeness to step on ; QAS 
gi 4 8 _ VOS 38 
700 Менә 0.00 «9-69 
| dun Control Í 
i 


Work Order I ID 90074 - 
„September-13- 12 г 39: 33 PM 


*onn74*. 


Пет ID: 


Work Order 


ID 90074 


|| September-13-12. 12:59:53 PM 


*9nn74* 


Revision ID: 


Item ID: D3391-023 


Page 5 


АП* 


"Quality Control 


Accept N ( n n nA n1 nn Setup Start 


*NS4* 


2-grind weld flush 


2) Fe s 


i^ ет Name: Mid Tube Assembly Stop Ж N Q^2* 
| — Start Date: — 9/13/12 Start Qty: 1.00 *4* Cust Item ID: 
i 
| Required Date: 10/05/12 Req'd Qty: 1.00 *4 * Customer: 
x Reference: 
E E = E "E 2x c E C LES Run Start ж * 
Approvals: Process Plan: | | ç Date: Tooling: |o Date |. m N R 1 
Sto 
QC: _ _ Date: SPC (Y/N): | Date: ` NI P *NRO* 
Sequence ID/ "d Operation E Set Up/ — —  ToolID  Tool& Plan Accept Reject Е Кејесі Insp. 
| Work Center ID Description Run Hours Code Qty Qty Number Stamp 
' _ 160 0.00 
; * 1 6n* Skidtubes 
i Skidtubes Memo 0.00 аэ ЕГЕТЕ АИ 
. Skidtubes 1-Weld crossbolt spacer as per dwg D3391 & QSI 004 AK m 1243.5 7 012-20-25 


ОС10- Inspect visual per QSIO04- ground welds 0.00 
ік 
Мето 0.00 Ë 
QC5- Inspect part completeness to step on W/O 0.00 | AA А 
24:81. v ( 
© 


Мето 0.00 


- Hand Finishing 


*onn* 
QC 


Quality Control 


AND REALODINE AS PER PAR09-043 


White Gloss(Ref:4.3.5.1) per О$1005 4.3-Alum 0.00 
Memo Xu 0. | т 
START TIME: at 
OVEN TEMPERATURE: 
FINISH TIME: 


H70 


QC3- Inspect Part Finish 0.00 


Memo 0.00 


abc sa Ta " "L-—————————————————————————————————————————————————————————— a üg 
| Work Order ID | 90074. *Q n n 74* * Page 6 
Pl "September-13- E 12: 39: 33 EM 
Зет ID: D3391 -023 pes * N annna4n 1 nn* Setup: Start Ж *N S 1 * 
Revision ID: Ë 
Item Name: Mid Tube Assembly Stop + N S 2 * 
Start Date: 9/13/12 Start Qty: 1.00 * 4: Cust Item ID: 
Required Date: 10/05/12 Req'd Qty: 1.00 *4* Customer: 
Reference: 
i 3 Š Lu E SI Peers mg Sor lc Run Start 4 * 
"Approvals: Process Plan: раё .  . Tooling: n Date Е N R 4 
Sto 
QC: Date SPC (Y/N): Date P ож М R 2 * 
Sequence ID/ Operation I I Set Up/ — Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
185 Pressure Wash per QS1005 4.3 0.00 
n j 
*4RR* › Z of 
HandFinish Memo 0.00 


Work Order ID 90074 
September-13-12 12:59:53 PM 


*9nn74* 


Accept 


Item ID: * * Setup Start Ж * 
Т Nonnn4ninn p NS1 
Revision ID: 
Item Name: Mid Tube Assembly Stop Ж N © 2 * 
Start Date: Start Qty: 1.00 *4 m Cust Item ID: 
| Required Date: 10/05/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: | 
š WE i а вае y repe gem Run Start д х 
Approvals: Proces Plan: рае: _ Tooling: MEM . Date: |. PM N R 1 
Sto 
Date: SPC (Y/N): Е" Date: Р ж М R 2 * 
Sequence ID/ É Operation. I Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 0.00 
X Skidtubes Л 
*240* л {М цао 
Skidtubes Memo 0.00 
Skidtubes 1- insert D3391-021 into 03391-23 
2- insert T-pins into first and third fwd saddle holes 
3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 
per DSI 9364 
4- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
pins and clekos 
5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
DT9415 
6- deburr, re-alodine and blow out chips 
7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 
220 ОС5- Inspect part completeness to step on W/O 0.00 А QAS 
; "Ao 
*290n* 46 / oN PP | 
QC Memo 0.00 
Quality Control 


Work Order 


ID 90074 
September-13-12 12:59:53 PM 


D3391-023 


*onn74* - 


Page 8 


Нет ID: Accept *N Oo0nnon A01 00* Setup Start *N Q 4 * 
*Revision ID: @ Ў 
Item Мате: Mid Tube Assembly Stop * N Q ? * 
‘Start Date: — 9/13/12 Start Qty: 1.00 *4* Cust Item ID: 
“Required Date: 10/05/12 Req'd Qty: 1.00 *4 * Customer: 
s Reference: 
& Y | h S; Z Er EE TES Ecc PLE CE Run Start д * 
-MA pprovais: Process Plan: =< Date:  — Tooling: os vos Date: _ EM N R 1 
Sto 
QC: Date SPC (Y/N): АРШ Date: O P x N R 2 = 
Sequence ID/ Operation i i Set Up — ToolIlD  Tool& Plan Accept Ж Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 0.00 
* 24A(* HandFinishing od Бе | 2:39 
'HandFinish Memo 0.00 \ X DLE Nc «| 
Hand Finishing ` em Install Inserts as per Dwg 
240 QC5- Inspect part completeness to step оп W/O 0.00 , 48-6 
*o9 A(n* ( 9; 
QC Men 0.00 Ñ Ao SS e == 
Quality Control 
250 Identify as рег dwg & Stock Location: ХА) | ( ) 0.00 D d | L - 4 LI rA | о; / 
*25n* ө i 4 аа 
Packaging Memo 0.00 i Е Е 
Packaging 


Work Order ID 90074 
| September-13-12 12:59:53 PM | 


D3391-023 


*onn74* 


Item ID: Accept * N qon n П AQ 1 n 0* Setup Start Ж N Q 4 * 
Revision ID: ` х, 
Item Name: Mid Tube Assembly Stop ж N s 2 * 
Start Date: — 9/13/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/05/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
AX SSS 2 Е m ЕГНЕ И p Run Start Ж х 
Approvals: Process Plan: . Date _ Tooling: NEN Date N R 1 
| Sto 
QC: . Date: __ |... SPC (Y/N): л Date REN Р ож М R 2 * 
Sequence ID/ Е Operation I D Set Up/ - Е Tool ID Тооі# Plan Accept Reject l Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
260 QC21- Final Inspection - Work Order Release 0.00 
ш PUER 
QC Memo 0.00 jure nu EET Ё I 
` Quality Control wv ww 


. Picklist Print 
September-13-12 12:59:52 PM 


ш ^ Work Order ID: 
Parent Item: 


f'Parent Item Name: 
ы. 


£ Comments: 


90074 
D3391-023 
Mid Tube Assembly 


IPP A05.10.20New Issue KJ/EC 
IPP B06.02.10ECN773 dwg rev.D EC 


IPPC 07.03.20 rev F dwg EC 
IPPD 07.03.28  re-format EC 
IPPE 07.10.31 есп 1053P EC 


IPP Rev:F ECN 1056 07-11-13 DD verified by: EC 

IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 
IPP Rev:H 08-09-10 revH as per dwg DD verified by:EC 

IPP Rev: 1 08-11-13 Removed steps per w/o, QC KJ verified by: ec 
expire date &b# sikaflex DD 10.02.17 verified by:EC 


Start Date: 9/13/12 
Start Qty: 1.00 


Required Date: 10/05/12 
Required Qty: 1.00 


IPP Rev:J add in seq 140 


iComponent Item ID/ | Replacement Mfg/ Bin Primary Last Route Unitof Оу on Qty per Kit Total Qty Date Status 
‘Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
/D2500-1-100 Manufactured No I 100 Each 1630000 т 1 s 
Skidtube Extrusion К S _СЁ \ С E toS a. 
Location Loc Qty Loc Code 
HALL 163 
50251 3 
82373 59 
86065 101 
: D3391-021 Manufactured 100 Each 0.0000 
Fwd Tube Assembly H1 1 | 
D3389-1 Manufactured No | 140 Еасһ 16.0000 
Web 
Location Loc Oty Loc Code 
LG s= 16 
85508 8 
509 2 
86687 6 


= Work Order ID: 


. Parent Item: 


LESS p D3681-1 
li . Spacer 


:03591-1 
Bushing 


. Picklist Print 
September-13-12 12:59:52 PM 


7 Parent Item Name: 


90074 


D3391-023 

Mid Tube Assembly 
Manufactured 
Manufactured 


Start Date: 9/13/12 
Start Qty: 1.00 


Required Date: 10/05/12 
Required Qty: 1.00 


i Ab : uds tuit 


No 160 Each 38.0000 5 
Location Loc Oty Loc Code 
LG 20 
80361 1 
85417 19 
10001 18 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 
88502 8 
No 210 Each 69.0000 
Location Loc Qt Loc Code 
FP 5 ; 
E C. —OB— 
80377 4 B ч Q6 13 Y f 
82027 l 
ST055 64 
57350 1 
83237 63 
Shop Packet Print 


|  :Picklist Print pases 
September-13-12 12:59:52 PM 
Work Order ID: 90074 
Parent Item: D3391-023 Start Date: 9/13/12 Required Date: 10/05/12 
| 
| , Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
| ^ ALS4-1032-130 Purchased No 230 Each 4,069.0000 20 Al 20 i | 
| Insert y š bs ERES "(NEL DO 
Location Loc Qt Loc Code 
m А 4 . 279 3000 v20 
^ $3 io 2 2 \ Š o 122763 3000 
i ST280 205 
| 119084 116 
| 120671 89 
| ST281 724 
| 120807 36 
| 120837 8 
' 122474 680 
š ST282 140 
| 121269 140 
| 
2 
| 
September-13-12 12:59:52 PM - Mi к Shop Packet Print — O b EE | — Page3 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-011 MS27039C4-12 SCREW “КОЛСАЛУУ 
FWD TUBE ASSEMBLY D3672-3 WASHER 
PRIOR TO INSTALLATION OF 
TRANSFER DRILL THRU D3391-013 ANSCOCATOLMASHER WEARSHOES 02291015 
D MID TUBE ASSEMBLY 4PL AFT TUBE ASSEMBLY 5 


D3391-011 OPEN TO 


£0.438/0000 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-043 
WEARSHOE 


4PL 


D4095-051 ' 
Z | N WEARSHOE 90.50 ел eM... D4095-047 | 
REF 4p, L2 WEARPAD 
a AN a SCA m REF 
AN3C4A BOLT (1) B AN 
C AN960C10L WASHER (1) 1. D4095-049 G 
4PL 
D4095-041 i WEARPAD 
AN3C6A BOLT 
WEARSHOE F AN3C4A BOLT (1) REF 
ор AN960C10L WASHER (1) ^- AN960C10L WASHER ARR T WASHER 
A 20 PL 6PL 
IN AN3C7A BOLT 
ANS60C10L WASHER 
AN 4PL 
` D3391-041 ASSEMBLY REMOVE GASKETS AND REPLACE ALL WEARSHOES; | 
PARTS LIST UPDATE, ZN А8-1, ZN A8-2, ZN Аб-4, 
I ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, x: 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | XDF | 11.10.13 
ZN B6-4, B2-4, C7-8, C3-8; REMOVED HOLES, ZN D6-4 
ZN D2-4, ZN D7-8, ZN D3-8 
E А S E [ DRAWING UPDATED TO CURRENT STANDARDS. 
D3391-041 ELOAT SKIDTUBE ASSEMBLY PARTS LIST EL SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
F. WAS 4 PL. ADDED @0.499 DIM AND D3591-1 BUSHING. 20 
: PART id 2011-11-04 Н SHT2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM | AJS | 0808. 
| Y | ART NUMBER | DESCRIPTION eot -с67. WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. 
I x | D3391-041 FLOAT SKIDTUBE ASSEMBLY р. (FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 
T | КЕРІ АСЕ NAS INSERTS W/ AELS INSERTS 
Í 1 D3391-011 FWD TUBE ASSEMBLY G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING DC 07.07.31 
[73 D3391-013 ГЮ TUBE ASSEMBLY FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
i D3391-015 AFT TUBE ASSEMBLY GENERAL NOTES ADD SS WEARSHOE, GASKET 
NS F | REMOVE FWD SADDLE HOLE -011/-021 PH | 0701.18 
r 2 [0359171 BUSHING 1). FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
[4 | D3672:3 WASHER POWDER COAT WHITE (4.3.5.1) PER DART QSÍ 005 4.3 ^ Е | CHANGE TOLERANCE, EASE MANUFACTURE РН | 
L 1 ][р4095-б41 WEARSHOE 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" D: UPDATE TOLERANCE: CHANGE NOLE SIZE РН. 080123 
— |04095043 WEARSHOE AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. C | LENGTHEN AFT EXTENSION РИ} 050927 
— — 1. D4095-045 WEARSHOE 3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED B | DRAWING UPDATES : PH | 0506.10 
1 ET EDAD 4) UNITS: INCHES UNLESS OTHERWISE NOTED A T NEW SSUE PH | 050207 
a D4695-051 WEARSHOE 5)  USEDARTDRILL TEMPLATE pe 7 TO LOCATE AND DRILL Ø0.297 SIZE HOLES REV. DESCRIPTION BY DATE 
NA — s —| ОО INSTALL INSERTS EXCEPT DART AEROSPACE USA, INC 
AN3CEA BOLT 6) FIT 04095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH DRAWN KENT, WA 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND Ë DRAWING NO. REV. | 
[ANGG0CIOL | WASHER. о... ] TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-041 hs D3391 SHEET 1 OF 8 
4  |M327039C4-12 — | SCREW 7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH |PPRoveD | |n 
4 ANS60C416L WASHER THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND [EaR ШЕ j 412 FLOAT SKIDTUBE 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 ч m TOPTIGATSTUSUTUARVAERGEUACE ОЗАЛ 
DATE т JUPPLIED ON THE EXPRESS CONDITION THAT IT I$ 
11.10.13 ТЕНШ I EE UTE м ar ET E rc E пат 


WRITTEN PERMISSION FROM DANT AEROSPACE USA. INC. 


SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 
WORK ORDER 
: MLI 
No. 900 1Y _/ mn m 


qoo? 


SEAL WITH SIKAFLEX-241/-294 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 


SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY 


PRIOR TO INSTALLATION OF 
D3391-025 
TRANSFER DRILL THRU 2095915023, WEARSHOE 
D3391-021 OPEN TO MID TUBE ASSEMBLY E 5 АЕТ TUBE ASSEMBLY 


20.438.000 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-051 
WEARSHOE 
REF 


20.50 т-у 04095-047 
2 з. 
4PL WEARPAD 
У D4095-043 


REF 


Momm m лу. m 


AN3C4A BOLT 


AN960C10L WASHER V Dansi WEARSHOE/,N D4095-049 
4PL WEARSHOE AN3C6A BOLT WEARPAD 
AN3C6A BOLT AN960C10L WASHER REF 
D4095-045 AN3C4A BOLT AN960C10L WASHER 4 PL A 
WEARSHOE AN960C10L WASHER 6PL 


AN3C7A BOLT 
AN960C10L WASHER 
АРІ 


ÁN 20 PL 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST GENERAL NOTES 


ОТҮ T PART NUMBER DESCRIPTION 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
S43 i | POWDER COAT WHITE (4.3.5.1) PER DART OSI 005 4.3 AN 
X... | D3301-043 FLOAT SKIOTUBE ASSEMBLY 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" E L Ë А S Ё ; 
J ; DES LS UTUSE ата, | AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. [| 
1  TD3381023 | MID TUBE ASSEMBLY 3) TOLERANCES: PER DART 051018 UNLESS.OTHERWISE NOTED NU 201-11-04 
1 1 D3391-025 AFT TUBE ASSEMBLY E 4) UNITS: INCHES UNLESS OTHERWISE NOTED 
I | 5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES A 
2____ 03591-1 BUSHING FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
1 I D4095-041 WEARSHOE WHERE INDICATED. 
L— Deos H WEARSHOE ] 6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
NET n WEREPAD | APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND АЕТ HOLES AND DART AEROSPACE USA, INC 
1 _ | 04095-048 | WEARPAD J TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 DRAWN KENT, WA 
[731 | 085-051 | WEARSHOE 7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND 02572 SADDLES INSTALLED WITH CHECKED L | DRAWING NO. REV. | 
——— — | THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND HEG APPR: MK ]D3391 SHEET2OF 8 
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| ANS60C10L WASHER DE APPR. 7^ 


DATE 44.10.13 


30.1 
DIST TO CENTER OF BEND 


13* REF 


"y 


13.0 
332 
REF DISTANCE TO 


TANGENT POINT 


D3391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


03391-011/-021 BENDING DETAIL. 
(MAKE FROM D3391-1) 


03.460 
3.59070 925 


| 3.30070 029 
013.460 


Пеев Jorge 


SECTION A-A SECTION B-B 
SCALE 2X SCALE 2X 


93.750 


1.429280 


SECTION C-C 
SCALE 2X 


г> 


DELEASER 
E Шш 04 


DART AEROSPACE USA, INC 
T 00 [pem — | 4 KENT. WA | 
SCALE 2X l REV. | 
SHEET3 OF 8 
SCALE 
412 FLOAT SKIDTUBE 
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AND: 
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5 EQ. SPACES 


DRILL #4 (20.209) 
DRILL #4 (20.209) 


DRILL THRU 21/64" (20.328) DRILL THRU 21/64" (20.328) 


CSINK 00.438 x 45° 
(BOTH SIDES) 


C'SINK 00.438 x 45° 


(DISTANCE TO FWD 
SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 


INSTALL D3670-4200 SPACER 


NOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


SEAL WITH MAGI 


AELS-1032-225 DETAIL D 


AFTER FINISH 


AN3C4A BOLT 
AN960C10L WASHER 


D3391-011 ASSEMBLY DETAIL 


SIKAFLEX-241/-291 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
— ЗЭС РА5 ИТ 


DESCRIPTION 


FWD TUBE ASSEMBLY 
FWD TUBE ASSEMBLY 


AELS-1032-225 


8.000 


4PL 


0.500 


20.640 


DRILL 00.297 
ТОРІ. 


4PL 


7.25 Ap 
(DISTANCE TO FWD 
SADDLE HOLE, REF) 


(BOTH SIDES) 


D3391-021 DRILLING DETAIL 


GRIND FLUSH 
PRIOR TO PAINTING 
4PL 


INSTALL 
AELS-1032-225 
AFTER FINISH ` 
10PL 


D4095-051 
WEARSHOE AN 
AN АМЗС4А BOLT 
AN960C10L WASHER B 


D3391.021 ASSEMBLY DETAIL 5PL 


É L EAS El 
3672 1WASHER fuam -i- 04 


ANS60C10L WASHER 
4PL 


[pesien f "PH | RT AERO CE USA, INC 
OD DART AERC S n 
| l 
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SHEET4 OF 8 


COPYRIGHT € 2005 BY DART AEROSPACE USA, INC B 

созат CONF DENTAL AND S SUPPLIED ON THE Брета CONDITION THAT I 
Ma ice retener Брата социтон тигт 
аттен PERMISSION FROM DART AKROSPACE USA. INC. 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


Y 


x 


DETAIL J 
SCALE 4X 


INSTALL 
D3681-1 SPACER 


<5] 


SECTION G:G 
SCALE 5X 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


REFER TO ©—- 
DETAIL J 


DRILL THRU 21/64" (20.328) 
CSINK 0.438 X 45° (BOTH SIDES) 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT 
AFTER FINISH 

TYP 


SECTION H-H 12Р 
SCALE 5X 


DETAIL E 


D3391-013 ASSEMBLY DETAIL 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3.610 


SECTION X-X 
SCALE 5X 


MID TUBE ASSEMBLY 


DESCRIPTION 
[E 


[ 1 | | D2500-1-100 


EXTRUSION 


L 32  ]|p3e8i- 


a AELS-1032-130 


DETAIL E 
SCALE NONE 


АМ960С 101. 


ANS60C416L WASHER 


M$S27039C 1-09 SCREW 


| а  |MS27039C4-08 SCREW 


DRILL 20.391 
INSTALL ALS4-428-165 INSERT 


D3391-013 MID TUBE ASSEMBLY 


1) MATERIAL: MAKE FROM 02500-1-100 EXTRUSION 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 4PL 


3) WELDING: PER DART QSI 004 


MS27039C4-08 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
AFTER FINISH 


SECTION L- 


— 


SCALE 5X 


0.00 
REFER TO 0.70536 


DETAIL K 


Y 


DISTANCE TO 
END OF WEB ' 
4.19 
REF 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 220.297 

INSTALL AELS-1032-130 INSERT 
MS27039C1-09 SCREW 

D3672-1 WASHER 

AN960C10L WASHER 

AFTER FINISH 

4PL 


SECTION Y-Y 
SCALE 5X 


ú 
p 
d 


DRILL 60.250 


APL SECTION LL-LL 


SCALE 5X 
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000 
0.7020 


DISTANCE TO 
FWD END OF 


10.500 


REFER TO 
DETAIL J 


D3389-1 WEB 
4.94 


Y 


x 


DETAIL J 
SCALE 4X 


D 


SECTION G-G 
SCALE 5X 


3391-023 MID TUBE ASSEMBLY PARTS LIS 


DRILL THRU 21/64" (20.328) 
CSINK 00.438 X 45? (BOTH SIDES) 
5PL 


INSTALL 
D3681-1 SPACER 


[к ТҮР 


SECTIONH-H 5р 
SCALE 5Х 


DESCRIPTION 


MID TUBE ASSEMBLY 


EXTRUSION 


WEB 


03681-1 


SPACER 


AELS-1032- 130 


INSERT 


D3391:023 MID TUBE ASSEMBLY 


1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


Ate 
Ne REFER TO 


DETAIL K 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 


DRILL 20.297 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 


REMOVE 0.030 
FROM TOP AND BOTTOM 


+0.00 
0.70000 


Ү 


DISTANCE TO 
END OF WEB 
4.19 

REF 


DE 
SCALE 4X 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 E 

(0.7 FROM BOTH ENDS) 


` SECTION Y-Y 
SCALE 5X 


JÉLEASE 
[on -n- 94 
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36.435 
TO TAPER 


MACHINE CONSTANT 
TAPER FROM 93.750 
TO 93.200 


DETAIL V 


CHAMFER 
30*X0.060 DEEP 


DRILL #4 (20.209) 


REF DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


88.93 
D3391-3 AFT DRILLING AND CUTTING DETAIL 
тет ыг EE DETAIL 


15260000 (MAKE FROM D6014-090 SKIDTUBE MATERIAL) 
2 -0.030 
| 0.200 — |-- ову 
3.300 93. 23.000 A 93.000 123.000 
93500 3.300 REF 3.520 REF REF 
23.200 


03.750 Ae 03.750 з. 
g 93.750 Riog REF 93.750 


DETAIL V 
SCALE 6X 


REF REF 
B 
SECTION AA-AA SECTION М-М SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


DECEM 


ù fon -ft- 04 
eso Т eH J DART AEROSPACE USA, INC 
к е а КАККО АСЕ ПБА НО 


А 
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DETAIL S 
SCALE 4X 


R30.0+2.0 


S EQ. SPACES 
4.000 PITCH 


у 


Л 


DRILL THRU 21/64" (20.328) Ü AN DRILL THRU 21/64" (20.328) 
7.00 14PL 1ш 4PL 
93 ВЕР DRILL @0.297 CSINK 0.438 X 45° эл REF DRE COS CSINK 0.438 X 45° 
DISTANCE BETWEEN HOLE AND 22 PL (BOTH SIDES) DISTANCE BETWEEN HOLE AND Р. (BOTH SIDES; 
TANGENT POINT 537 TANGENT POINT 53.7 
D3391.015 BENDING AND DRILLING DETAIL Я D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) (SEE CBORÉ DETAIL BELOW) 
INSTALL D3670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 8398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 


(NO CBORE) 


(NO CBORE) 
ZN C8 сә A [S> са 
^ D4095-049 04095-049 
WEARPAD D4095-047 WEARPAD D4095-047 
D3321 :015 ASSEMBLY AND. CBORE DETAIL WEARPAD Z85622 SLT WEARPAD 
(SEE TABLE) АМЗС5А BOLT. AN3CAA BOLT 
AN960C10L WASHER AN3C4A BOLT A AN960C1DL WASHER AN980CTOL WASHER A 
4PL AN960C10L WASHER 285 4PL 
4PL 
391-015/-025 AFT TUBE ASSEMBLY PART: 


3391-025 ASSEMBLY AND CBORE DETAIL 
DESCRIPTION 


QTY- | PART NUMBER 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 

INSTALL AELS-1032200X AFTER FINISH AS NOTED 

HOLES QTY QTY 

MARKED | D3391-015 | D3391-025 
8 


PN 
AELS-1032-225 


AELS-1032-130 
AELS-1032-130 
AELS-1032-130 


20.430 X 0.170 
20.430 X 0.170 
909.430 X 0.040 
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200% 


(SEE TABLE) 
025 
D3381-015 AFT TUBE ASSEMBLY — - 
X  |D3391-025 AFT TUBE ASSEMBLY РЕМНЕ 
SIKAFLEX-241/-291 B 
1 | D2646 АЕТ САР DRILL 20.391 
4  |03670-4200 SPACER CBORE 20.516 X 0.040 DEEP 
2 03672-1 WASHER INSTALL ALS4428-165 INSERT 
1 T D4095:049 WEARPAD 4PL 
1 | D4095-047 WEARPAD 
1 | D6014:090 AFT TUBE IE 
| 
T£ "| AE[S-10532-130 — | INSERT HN < D3872-1 WASHER 
8 "[AELS-1032225 — |INSERT AN860C10L WASHER 
ALS4-428-165 INSERT SECTION сс.сс трг © © DETAILT 
ANSCAA BOLT Š SCALE 3X al L Ë B D: SCALE 4X 
АМЗСБА ВОСТ 
AN960G10L WASHER š 
l 


